. One approach to reduce the N 2 O is to reburn the biomass gasification gas in the coal-fired fluidized bed. In this paper, the effects of gasified biomass reburning on the integrated boiler system were investigated by both simulation and experimental methods. The simulation as well as experimental results revealed that the increase of the reburning ratio would decrease the theoretical air volume and boiler efficiency, while it would increase the fuel gas volume, combustion and exhuast gas temperature. The experimental results also indicated that the N 2 O removal could reach as high as 99% when the heat ratio of biomass gas to coal is 10.5%.
In 2007, the perfect stirred reactor model (PSR) and plug flow reactor (PLUG) of CHEMKIN were used for simulating the reburning process of biomass gasification gas [16] . In 2009, N 2 O reduction decomposition with biomass gasification gas was carried out in a vertical scale fluidized bed [17, 18] . With a reburning ratio range of 0 to 1.4%, a reaction temperature range of 800 °C to 1000 °C, a reburning residence time range of 0.16 s to 0.32 s, a initial O 2 concentration range of 4% to 8%, a material bed height range of 0 mm to 50 mm, the research showed that the N 2 O decomposition rate is increased with increased reaction temperature. The decomposition rate even reaches 100% with a reburning ratio is 1.0% and a reaction temperature is 850 °C. The increasing of initial O 2 concentration has an inhibitory action on N 2 O decomposition, but the injection of biomass gasification gas could eliminate it. Based on this, it is shown that the following reactions were playing a greater role in N 2 O emission reduction by biomass gasification gas:
Simulation of the Integrated System
A 300 MW CFB boiler system was simulated, where the design coal used has high volatiles and moisture content, low ash, medium sulfur content, lower ignition point and easier burnout. Although little data concerning the operation of CFB boiler is available, the main goal of the modeling is to predict the influence of biomass gasification gas on boiler efficiency and exhaust gas temperature [19, 20] . Some operation instructions of the 300 MW CFB are given. In order to show the operation of CFB, the simulation process was divided into several different stages, such as the decomposition of feed, combustion of coal, separation of gas and solid, the heated surfaces at backpass and external heat exchangers. The process diagram is given in Figure 1 . In the gasification subsystem, rice husk materials was gasified in the gasifier, which had different stages, such as thermal decomposition (also called dry distillation), reduction, oxidation and fuel dry, where combustible gas was produced. With a heat exchanger, the cold air was heated by the high temperature combustible gas. 2 , C (solid) and ash. In both furnace and gasifier, elements such as N, O, H and S were converted to gases. In the furnace, there are some hypotheses that the component of char are C and ash, and the ash content is a inert ingredient. Parameter settings in the simulation process follow the boiler design instructions. Input parameters are shown in Table 1 , while the composition of the lignite used for validating the model is presented in Table 2 . Fluidized bed system The chemical composition of lignite is presented in Table 2 . Pressure in furnace is 1.01 bar, heat loss is 0.3%, solid incomplete combustion heat loss is 0.65%.
Gasification system
Proximate and ultimate analysis of rice husk are shown in Table 3 . Gas pressure in the gasifier is 1 bar, heat loss is 2%, heat loss of unburned carbon is 5%, preheat temperature of cool air is 100 °C. 
Experimental Research on the Integrated System
The integrated system includes a circulating fluidized bed subsystem and a fixed bed biomass gasifier subsystem. The circulating fluidized bed subsystem mainly includes a circulating fluidized bed reactor, a hot air ceramic electric heater, a fluidized bed start heating furnace, a spiral feeder, a spray desuperheating tower, a tubular heat exchanger and a mechanical vibration type bag dust extractions, which is shown in Figure 2 . In order to describe different nozzles, R h is defined as the ratio of its height away from air distributor to the furnace diameter. Corresponding to nozzle A, B, C, D, E and F, the value of R h was 4.3, 6.3, 8.3, 10.3, 12.3 and 14.3 respectively. Six temperature probes is distributed at the nozzles. A detailed description of the platform can be found in [21] . According to the following equation, the removal rate of N 2 O and NO were calculated.
where, η indicated the removal rate of N 2 O or NO, %; c 0 indicated the concentration of N 2 O or NO in CFB furnace without biomass gasification gas reburning, mg/m 3 ; c indicated the concentration of N 2 O or NO in CFB furnace with biomass gasification gas reburning, mg/m 3 . Figure 3 is the fixed bed biomass gasification subsystem, which mainly includes a fixed bed gasifier, a catalyzing tower, a spraying tower, a purification tower, a water ring type vacuum pump and some drying tower and connection pipes. Rice husk, the raw material for gasification, was fed into the gasifier from the hopper. The produced gas flowed into the catalyzing tower from the bottom of the gasifier. Some activated carbon particles were added to the catalyzing tower for adsorbing and catalyzing decomposition of the tar produced. Then the gases were purified further through the water tower for protecting other equipment and pipes, and was dried by the drying tower with a water-ring vacuum pump. Finally, the dried gas was used for reburning with coal in the circulating fluidized bed. The air used was supplied from the middle part and the top of hopper in the gasifier. After gasification, the ash fell into the ash hopper at the bottom of gasifier. At the end of experiments ash was cleaned. During operating the pilot plant system, firstly the water ring vacuum pump is run before starting the gasifier system to ensure the gasifier system operated with a slightly negative pressure, and then the circulating water pump in the water tower was started. After checking all the relevant components, the gasifier was ignited with an electric ignition torch.
The process diagram of flue gas analysis is shown in Figure 4 . The sampling point of the flue gas was at the exit of the cyclone separator. Before being introduced into sampling bags and flue gas analyzer, flue gas was sent through a series of flue gas purification devices for online analysis. The flue gas was analyzed on-line by a flue gas analyzer (testo350Pro, Testo, Lenzkirch, Germany) to determine NO 2 and NO concentrations and was collected for further analysis of N 2 O content by gas chromatography (Trace DSQ, New York, NY, USA) using a 3 m Porapark Q column. Proximate analysis and ultimate analysis of the biomass and coal are shown in Table 3 and Table 4 , which are combusted in the CFB furnace and gasified in the gasifier, respectively. 
The Simulation Result and Discussion
In the simulation process, the influence of reburning ratio on the CFB system was focused on. Separate calculations were performed on the fluidized bed and biomass gasification subsystems to obtain optimized results for the biomass gasification subsystems. Based on the optimized results, the influence of biomass reburning ratio on the CFB system was discussed. The biomass reburning ratio was defined as the heat ratio of gasification gas to the total fuels. This parameter is serious influenced by the unsteady supply of gasified biomass due to the low calorific value and it is also limited by dispersion and high water content as well. Figure 5 shows the influence of reburning ratio on theoretical combustion air and theoretical combustion flue gas. It clearly shows that theoretical combustion air requirement was decreased with the increase of biomass reburning ratio. This is due to the fact that to produce the same amount of heat, the air requirement of the biomass gas for complete combustion is more than that of coal. Therefore, given that total required caloric burning is invariable; reburning of biomass gasification gas with coal can reduce the air needed for burning. When the biomass reburning ratio was increased from 0 to 20%, the theoretical production of flue gas was increased. This increase can be well explained by a comparison of the heat value between coal and biogas: for producing 1 MJ of heat, the total amount of flue gas produced by biomass gasification gas is 37.08 mol/MJ, while the total amount of flue gas generated by coal combustion is 29.1 mol/MJ. Therefore, the flue gas was proportional to the ratio of biomass.
An increase of the reburning ratio will reduce the air quantity and increase the flue gas emissions, that is to say the boiler flue gas hot volume was increased, which leads to an additional loss of exhaust gas. Figure 6 shows the influence of reburning ratio on furnace temperature, flue gas temperature and boiler efficiency. The average temperature of the furnace was proportional to the biomass gasification gas. When the reburning ratio was increased from 0 to 20%, the furnace temperature went up from 840 °C to 872 °C. Given that the total heat value of biomass gas and coal is invariable, the average furnace temperature was rising because the temperature of biomass gas injected was 598 °C. When the reburning ratio was increased from 0 to 20%, exhaust temperature also grew from 137.2 °C to 176.2 °C, which agreed with the change of furnace temperature.
When the reburning ratio was increased from 0 to 20%, boiler efficiency was reduced from 93.8% to 91.3%. It can be inferred from Figures 5 and 6 that the flue gas volume, temperature, heat losses of exhaust were proportional to the biomass reburning ratio. The boiler efficiency was inversely proportional to the biomass reburning ratio. 
The Experimental Results and Discussion
In this research, an experimental platform was built for analyzing NO x emissions of the CFB system with integrated biomass gasification. Gasified biomass was injected into the furnace from different locations, in order to optimize the nozzle position for maximum N 2 O removal rate, while the other experimental conditions are kept constant: the secondary air ratio is 0.25 (injected from nozzle D) and the average excess air coefficient is 1.6.
The removal rate of N 2 O and NO at different nozzles is illustrated in Figure 7 . As shown in the figure, the highest efficiency of N 2 O removal reached 99% using nozzle C, while the least N 2 O removal rate was 21% with nozzle E. This is because nozzle E was located just above nozzle D, where the secondary air let in reacted rapidly with the biomass gasification gas injected from nozzle E. In contrast, the NO emission did not vary severely with nozzle positions, with biomass gas injected from nozzles B, C, E and F, the removal rate of NO was changed from 35% to 53%.
It is concluded from the CFB system integrated with a fixed bed biomass gasifier that the biomass gasification gas has an obvious reduction effect on N 2 O and NO emissions. Especially when the gasification gas is injected from the nozzle C with a length to diameter ratio of 8.3, the highest N 2 O removal rate of 99% was achieved, while its corresponding NO removal rate was 44%.
Conclusions
The CFB-integrated biomass gasification system was established with gasification gas injected into a conventional coal-fired circulating fluidized bed. From an analysis of the results, we conclude the following:
(1) Based on system simulation, the influence of biomass gasification subsystem on the operation of CFB system is achieved. With the increase of the reburning ratio, the theoretical air requirement is decreased. In contrast, the theoretical flue gas is increased accordingly, and so are the furnace temperature and exhaust temperature. However, the boiler efficiency is slightly decreased with the increase of exhaust volume and exhaust temperature. (2) Based on experimental research, the influence of biomass gasification injected from different nozzles on NO x emissions is determined. When the gasification gas was injected from nozzle C with a length to diameter ratio of 8.3, the highest N 2 O removal rate in the CFB is 99%, while its NO removal rate is 44%.
